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Method for coating, in particular for painting, objects 



The invention relates to a method for coating, in 
5 particular for painting, objects, especially vehicle 

bodies, comprising a plurality of parts which are initially 
separate and can subsequently be connected to one another, 
in which method the objects are guided on skids with the 
aid of a conveying system through at least one coating 
10 booth, in which at least one application device is 
arranged . 

In the known, currently employed methods of this type which 
are used for painting vehicle bodies, the vehicle bodies 

15 are coated in the fully assembled state. The movable parts 
releasably attached to the vehicle body, for example doors, 
front gate and rear gate, have to be pivoted with the aid 
of robots during the painting operation in order to be able 
to reach all the surfaces to be painted. With increasing 

2 0 throughput through the painting installation, the 

proportion of non-value- added processes, such as the moving 
of the robots in and out, the opening of flaps and doors, 
and the moving to coating positions, also increases. The 
efficiency of the robots thus decreases, so that above a 

25 certain throughput an additional coating line is required. 

The object of the present invention is to specify a method 
of the type mentioned at the outset, in which the 
efficiency of the coating operation is increased. 

30 

This object is achieved according to the invention in that 
at least one part of the objects is guided through the 
coating booth on its own skid separately from the other 
parts . 



2 



According to the invention, all the apparatus for moving 
the movable parts, in the case of vehicle bodies for 
opening the flaps and doors, can be dispensed with, thereby 
5 reducing the non-value- added operations. At the same time, 
the coating process, which until now has taken place on a 
stop-and-go operating basis in automated coating 
installations, can be carried out on a continuously 
operating basis again, despite the use of coating robots 

10 which guide the application devices. This also cuts down on 
non-value- added processes. The number of robots overall can 
be reduced; the booths can be designed shorter and 
narrower. The markedly reduced booth area leads to 
corresponding savings in the conditioning of the booth air. 

15 Owing to the continuous operation, the robots guiding the 
application device do not need to have a translatory axis 
parallel to the movement direction of the objects. 

The various parts belonging to the same object do not 
20 necessarily have to pass through the coating process at the 
same time or immediately after one another. 

In an advantageous embodiment of the method according to 
the invention, the skid on which the at least one part is 

25 carried follows the skid or skids which carries or carry 
the other parts of the object, through the same coating 
booth. They are thus coated by the same application device 
from the same source of the coating material, ensuring 
identical coatings and thus in particular also colour 

30 equality. 



Alternatively, the at least one part of the object can also 
be guided on its own skid through a different coating booth 
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to the other parts of the object, the application devices 
in both coating booths being fed from a common paint supply 
means. This too allows the desired identity of the coating, 
in particular colour equality, to be achieved. 

5 

An exemplary embodiment of the invention is explained in 
more detail below with reference to the drawing; the single 
figure shows a highly schematic plan view of a coating 
booth with two skids situated therein. 

10 

The coating booth is denoted by the reference symbol 1 in 
the figure; it is traversed in the direction of the arrow 3 
by skids 2, 2' carrying parts 5, 6, 7, 8 to be coated. The 
skid- conveying system required for this, and also the doors 
15 on the narrow sides of the coating booth 1 which are 

required to allow the loaded skids 2, 2' to pass through, 
are omitted from the figure for reasons of clarity. 

Situated inside the coating booth 1 on opposite sides of 

2 0 the movement path of the objects 5, 6, 7, 8 to be coated 

are application devices 9, 10 which are fed from a common 
supply source and by which the parts 5, 6, 7, 8 guided past 
on the skids 2, 2' are coated. The application devices 9, 
10 are guided by robots which need to have solely movement 
25 axes in the vertical and horizontal direction perpendicular 
to the movement direction, but not a movement axis parallel 
to the movement direction. 

In the present case, the parts 5, 6, 7, 8 to be coated are 

3 0 the roof 5, the front gate 6, the rear gate 7 and the 

doors 8 of a vehicle body. The roof 5, front gate 6 and 
rear gate 7 are arranged on the first skid 2 in such a way 
that they do not touch one another and all the surfaces to 



4 

be coated can be reached by the application devices 9, 10 
without moving these parts 5, 6, 7. The doors 8 are mounted 
on the second skid 2', which follows the first skid 2 in 
the movement direction (arrow 3) . The doors 8 are arranged 
5 on the second skid 2' likewise in such a way that all their 
surfaces to be coated can be reached by the application 
devices 9, 10 without having to be moved. 

After both skids 2, 2' have passed through, all the 
10 parts 5, 6, 7, 8 of the vehicle body will have been coated 
without the aid of a robot to move the parts 5, 6, 7, 8. 
They can now be assembled to form a ready-coated vehicle 
body or supplied to separate preassembly lines. 



15 The skids 2, 2' can be conventionally constructed. They 

each have in particular two runners 13, 14, 13', 14' which 
run parallel to the movement direction and are connected to 
one another by two cross-struts in the case illustrated. On 
the supporting structure 11, 11' thus formed there are 

20 mounted holders (not illustrated specifically) for the 

parts 5, 6, 7, which are rigidly constructed, i.e. do not 
need to allow pivoting or other movement of the parts 5, 6, 
7, 8 . 
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